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the saw by this last method, the saw should be slightly
hammered at the back previous to heating and hardening
it, otherwise the cutting edge will, in hardening, become
convex, and the back edge will become concave. If the
saw becomes crooked sideways, it may be straightened by
slightly hammering it with the peen of a small hammer at
the concave side, at the same time pressing with the
fingers upon each end of the saw. The saw will be the
better for being slightly heated previous to hammering it;
it may be heated by placing the back side of it upon a
piece of hot iron. If the saw should be found too hard for
the purpose it is intended for, the back edge may then be
placed upon the hot iron, and the saw tempered to a light
straw color.

When it is required to harden a lathe center, it may be
heated in an open fire ; the tapered part only requires to be
heated, and this only to a low red heat; the lowest heat that
it will harden at is the most advantageous, as the center is
the more likely to keep true, and it will not afterward require
to be tempered. It must be immersed endways and per-
pendicularly in the water; the back end of the center must
enter the water foremost; it must be allowed to remain in
the water until it becomes cool, after which it is ready for
use. Lathe centers for large lathes, on account of the
heavy weights they sometimes have to carry, ought always
to be made of the most tenacious cast-steel, which ought
only to require a low red heat to harden.

When it is required to harden a large or small quantity
of fluted or other kinds of reamers, they may be heated in a
similar manner to screw taps, either by enclosing them in an
iron box, and surrounding them on all sides with carbon,